• # 



3. The internal high-pressure deformation method according 
to claim 1 further comprising 

allowing a relative motion towarca each other of the first 
work piece part and of the second /work piece part during the 
pressure agent sealingly pressing/ in the region of the first 
flange and of the second flange./ 

4. The internal high-pressure /deformation method according 
to claim 1 further comprising / 

performing a stamping in the itegion of the first flange and 
of the second flange during /the pressure agent sealingly 
pressing together of the workpiece parts for influencing a 
flow of the material and/or for supporting a sealing and/or 
for accomplishing a positional fixation between the 
individual workpiece parts. 

5. The internal high-pressure deformation method according 
to claim 1 further comprising 

moving a first engraving part pressing against the first 
flange against a second engraving part pressing against the 
second flange such as to generate a sealing between the 
first flange and the second flange. 
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of the second workpiep^ part sealingly together; 
means for moving tlie tool regions and the segments away from 
a hollow body yiormed of the first workpiece part and of the 
second worJj^iece part for a removal of the hollow body from 
the mold-* 

8. The apparatus according to claim 7 further comprising 
stamping means disposed in the region of the first flange 
and of the second flange. 

9. The apparatus according to claim 7 wherein the tool 
regions for insertion of the workpiece coincide with the 
tool planes for removal of the hollow body. 

10. The/ apparatus according to claim 7 wherein the tool 
regions Jfor insertion of tie workpiece do not coincide with 
the too^ planes for removal of the hollow body. 

Ad internal high-pressure deformation method for the 
production of in particular bulging out and undercut hollow 
bodie^ by employing at least two workpiece parts (1^2), 
which /two workpiece parts (1,2) are pressed pressure agent 
sealihgly in the region of a flange (1. 1,1.2) and which 
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sealing and/or to accomplish a positional fixation between 
the individual workpiece parts (1,2) • 



15, An apparatus for production of in particular bulged out 
and undercut hollow bodies, wherein the/ apparatus is 
subdivided in tool regions (El, E2, E3, E4) qorresponding to 
the workpiece form to be generated and /the number of 
workpiece parts (1, 2), wherein the tool regions (El, E2, 
E3, E4) are disposed in different planes J wherein one or 
several tool regions (El, E2, E3, E4 ) aie subdivided in 
different segments (S, SI, S2, S3, S4) according to the 
shape of the workpiece, wherein the segmentis (S, SI, S2, S3, 
S4) are movable away from the hollow body jW) for removal of 
the hollow body (W) from the mold. 



16. The apparatus according to claim 15 further comprising 
stamping elements disposed in the region of the flanges 
(1.1, 2.1) . 



17. The apparatus according to claim 15 wherein the tool 
regions (El, E2, E3, E4 ) for insertion of the workpiece 
coincide or do not coincide with the tool planes for removal 
of the work piece. 
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Elange and 
agent; 
the first 

workpiece 



h other to 
and of the 



engraving parts forming a mold; 

pressing the first sealing face against the secojid sealing 
face such that the connection between the first 
the second flange is sealing for a fluid pressure 
feeding pressure agent into a volume delimited by 
workpiece and by the second workpiece; 
deforming the first workpiece and the second 
jointly by internal high-pressure deformation against the 
engraving parts and effected by the pressure agent 
moving the parts of the engraving away from eac 
allow removal of the deformed first workpiece 
deformed second workpiece from the mold for prodjiction of a 
bulging out and undercut hollow body. 

2. The internal high-pressure deformation method according 
to claim 1 further comprising 

inserting a third workpiece part adjoining the 
region into the deformation tool; and 
pressing the first flange against the thirc 
pressure agent sealing way; 

deforming the third work piece part together wil[h the first 
work piece part and the second work piece part. 



irst flange 
flange in 
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6, The internal nigh-pressure deformation method according 
to claim 1 furtherj comprising 
feeding pressure agent through a docking connection between 
a pressure feed aid an opening in the second workpiece part< 

^^7. An apparatus for production /of bulged out and undercut 
hollow bodies comprising 
a first tool region; 
a second tool region; 
a third tool region^ wherein /the first tool region, the 
second tool region and the third tool region correspond to 
the workpiece form to be generated and to a first workpiece 
part and to a second workpiece part, wherein the tool 
regions are disposed in different planes, and wherein at 
least one of the tool regions is subdivided into two 
segments according to the ^hape of a corresponding one of 
the workpiece parts; 

first means for flange pressing disposed at the first tool 
region; 

second means for flange prejssing disposed at the second tool 
region, wherein the first means for flange pressing and the 



second means for flange 



pressing are adapted to press a 



first flange of the first workpiece part and a second flange 
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two workpiece parts (1^2) are deformed jointly by the 
internal high-pressure deformation, wherein the deforming is 
performed against an engraving, wher(sin the parts of the 
engraving are movable away from each otjher in a direction of 
intersecting axes. 



12 . The internal high-pressure deformation method according 
to claim 11 wherein more than two Lorkpiece parts (1,2) 



gion are inserted into 
ed against each other 



adjoining each other in the flange r 
the deformation tool and are press < 

pressure agent sealingly in the ilajnge region and are 
deformed. 



13. The internal high-pressure deformation method according 
to claim 11 wherein the work piece parts (1,2) allow a 
relative motion toward each other durin j the pressure agent 



sealingly pressing in the flange region 



14. The internal high-pressure deformat 
to claim 11 wherein a stamping is performed in the region of 
the flanges (1.1, 2.1) during the pressure agent sealingly 
pressing together of the work tool pieces (1,2) in order to 
influence the flow of the material and/or to support the 



1.1, 2.1) 



Lon method according 
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An Ninternal high-pressure deformation method for the 
production of in particular bulging out closed hollow bodies 
and a corresponding device are disclosed. At least two 
workpiece parses (1/2) are employed, wherein at least one of 
the two workplace parts (1/2) preformed of cup shape and 
exhibits a flange ,\and are pressure agent sealingly pressed 
in the region of the slanges (1. 1,1,2) in the def oinnaation 
tool according to the in^ntion such that the two work tool 
pieces (1/2) are together >^eformed by the internal high- 
pressure deformation method\and are further processed 
separately or jointly after tne internal high-pressure 
deformation. The apparatus is suboAvided in tool regions 
(El, E2, E3, E4) corresponding to the WOT;k piece forms to be 
generated and corresponding to the number^of the workpiece 
parts (1,2), wherein the tool regions (El/ Ea^ E3, E4) are 
disposed in different planes (figure 2). 
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